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(57) ABSTRACT

A strip rubber adhering method includes: extruding strip
rubber of a shape having an apex portion 1n cross section
from an extruder and moving the same forward toward a
drum; pressing a surface of the strip rubber on the apex
portion side by a pressure bonding roller, adhering the strip
rubber to the drum, moving relatively the drum and the
extruder with respect to each other 1n an axial direction of
the drum, and winding the strip rubber around the drum in
a spiral manner; and exposing the surface of the strip rubber
on the apex portion side to wind from a blowing apparatus
in the vicinity of a position of adhesion of the strip rubber
to the drum and cooling the surface of the strip rubber on the

apex portion side.

2 Claims, 6 Drawing Sheets
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STRIP RUBBER ADHERING METHOD AND
STRIP RUBBER ADHERING APPARATUS

REFERENCE OF RELATED APPLICATION

This application enjoys priority benefit from this appli-
cation on the basis of Japanese Patent Application No.

2013-240942.

BACKGROUND OF THE INVENTION

Field of the Invention

The present invention relates to a strip rubber adhering
method and a strip rubber adhering apparatus.

Background Art

A method of molding a tire component by winding a strip
rubber on a rotating drum 1s proposed (JP-A-2003-340935,
JP-A-2006-1307357, and JP-A-20035-349587).

However, there may arise a problem 11 a strip rubber 1s
extruded from an extruder and then 1s adhered to a drum or
to a strip rubber adhered to the drum on ahead when 1t 1s still
at a high temperature. Specifically, the strip rubber at a high
temperature 1s adhered to the drum or the strip rubber
adhered to the drum on ahead, then 1s cooled gradually, and
1s shrunk accordingly. Consequently, a gap i1s formed
between a shrunk portion of the strip rubber and another part
of the strip rubber adjacent thereto. As a result, air remains
in the iterior of a completed tire component.

Therelore, cooling the strip rubber before being adhered
to the drum 1s concervable. However, when the strip rubber
1s completely cooled as a whole, adhesiveness of the strip
rubber 1s lowered. In such a case, the strip rubber can hardly
be adhered tightly to a drum surface or a strip rubber adhered
to the drum on ahead. Consequently, a gap 1s formed, for
example, between strip rubbers. As a result, air remains 1n
the 1nterior of a completed tire component.

SUMMARY OF THE INVENTION

An object to be solved by the mvention 1s to provide a
strip rubber adhering method and an adhering apparatus
which make air diflicult to remain in the interior of a tire
component to be completed.

A strip rubber adhering method of the embodiment
includes: extruding strip rubber of a shape having an apex
portion 1n cross section ifrom an extruder and moving the
strip rubber forward toward a rotating drum; pressing a
surface of the strip rubber on the apex portion side toward
the drum by a rotatable pressure bonding roller, adhering a
surtface of the strip rubber on the opposite side from the apex
portion side to the drum, moving relatively the drum and the

extruder with respect to each other 1n an axial direction of

the drum, and adhering the strip rubber to the drum while
winding the strip rubber 1n a spiral manner; and exposing the
surface of the strip rubber on the apex portion side to wind
supplied from a blowing apparatus 1n the vicinity of a
position ol adhesion of the strip rubber to the drum and
cooling the surface of the strip rubber on the apex portion
side.

According to a strip rubber adhering method of the
embodiment, air can hardly remain in the interior of the
completed tire component.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 1s a front view of a strip rubber adhering apparatus
1.

FIG. 2A 1s a cross-sectional view of a cap 30;

FIG. 2B 1s a cross-sectional view of a strip rubber S

extruded through a hole 31.
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FIG. 2C 1s a perspective view of the strip rubber S;
FIG. 3 1s a cross-sectional view of the strip rubber S

adhered onto a drum 2;

FIG. 4 15 a front view of a modification of the strip rubber
adhering apparatus 1 modified 1n arrangement of a port
member 32 of a blowing apparatus 5;

FIG. 5 1s a front view of another modification of the strip
rubber adhering apparatus 1 modified 1n arrangement of the
port member 52 of the blowing apparatus 5; and

FIG. 6 1s a front view of still another modification of the
strip rubber adhering apparatus 1 modified 1n position of
adhesion of the strip rubber S.

DETAILED DESCRIPTION OF TH.
INVENTION

L1l

An embodiment of the invention will be described with
reference to the drawings.

(1) Strip Rubber Adhering Apparatus 1

The strip rubber adhering apparatus 1 of the embodiment
will be 1illustrated in FIG. 1. The strip rubber adhering
apparatus 1 includes a rotatable drum 2, an extruder 3
configured to extrude strip rubber S toward the drum 2, a
pressure bonding roller 4 configured to hold the strip rubber
S against the drum 2 and adhere the same to the drum 2, and
a blowing apparatus 5 configured to blow air toward the strip
rubber S.

The strip rubber S has an elongated member formed of
rubber.

The drum 2 has a known structure. The drum 2 rotates
upward from below when viewed from the extruder 3 side.
The drum 2 1s held by a drum holding apparatus 20. A rail
21 extending 1n an axial direction of the drum 2 1s provided
below the drum holding apparatus 20. The drum holding
apparatus 20 1s allowed to move 1n the direction of an axis
of the drum by moving on the rail 21.

The extruder 3 has a known structure. The extruder 3 1s
provided so that the direction of extrusion of the strip rubber
S extends in the horizontal direction. A cap 30 of the
extruder 3 1s formed with a hole 31 configured to extrude the
strip rubber S.

An example of a cross-sectional shape of the hole 31 will
be illustrated 1n FIG. 2A. The cross-sectional shape 1s an
1sosceles triangle having an apex angle 32 of an obtuse
angle. The cross-sectional shape of the strip rubber S
extruded through the hole 31 has a shape close to the
cross-sectional shape of the hole 31 as illustrated 1n FIG. 2B.
However, portions corresponding to corner portions of the
cross-sectional shape of the hole 31 are rounded. Portions
corresponding to straight portions of the cross-sectional
shape of the hole 31 are slightly curved outward of the
cross-sectional shape. As a whole, the strip rubber S has a
flat elongated shape as illustrated in FI1G. 2C. One of the two
surfaces of the strip rubber S 1s swelled out high at a
widthwise center portion thereol and 1s provided with an
apex portion 33. The strip rubber S gets thinner as 1t goes to
both widthwise end sides. The apex portion 33 here 1s a
portion passing through the vicinity of the apex angle 32 of
the cross-sectional shape of the hole 31 at the time of
extrusion. In the following explanation, the surface having
the apex portion 33 formed thereon is referred to as a surface
34 on the apex portion side, and a surface opposite thereto
1s referred to as a back surface 35.

The cross-sectional shape of the hole 31 is not limited to
that 1llustrated 1n FIG. 2A. What 1s essential 1s only that the
strip rubber S extruded through the hole 31 has a flat
clongated shape, and the widthwise center portion of one of
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the two surfaces 1s swelled more than that of the widthwise
center portion of the other surface to form the apex portion.
In this case, the widthwise both end portions of the strip
rubber S 1s thinner than the center portion.

A cylinder 40 1s provided above the extruder 3. The
pressure bonding roller 4 1s mounted at a distal end of a
piston 41 formed integrally with the cylinder 40. The
pressure bonding roller 4 1s configured to be capable of
rotating about a rotating shait 42. When the pressure bond-
ing roller 4 recetves an external force 1n the circumierential
direction, the pressure bonding roller 4 rotates in the direc-
tion 1n which an external force works. The pressure bonding,
roller 4 moves between a position above the extruder 3 and
the position in the proximity of the drum 2 by an action of
the cylinder 40. A height of the pressure bonding roller 4 in
a state 1n which the pressure bonding roller 4 1s in the
proximity of the drum 2 corresponds to a height at which a
lower portion thereol comes into contact with the strip
rubber S moving forward from the extruder 3 horizontally.
The pressure bonding roller 4 1s 1n the proximity of the drum
2 to an extent that the strip rubber S can be pressed against
the drum 2. In a state 1n which nothing exists between the
pressure bonding roller 4 and the drum 2, a certain internal
1s formed between an outer peripheral surface of the pres-
sure bonding roller 4 1n the proximity of the drum 2 and an
outer peripheral surface of the drum 2. The outer peripheral
surface of the pressure bonding roller 4 may be 1n contact
with the outer peripheral surface of the drum 2. Presence or
absence and the magnitude of the pressure applied to the
both surfaces 1n the case where the outer peripheral surface
of the pressure bonding roller 4 and the outer peripheral
surtace of the drum 2 are in contact with each other are not
limited.

The blowing apparatus 5 1includes a main body 350 placed
in the periphery or the like of the extruder 3, a blowing pipe
51 configured to allow passage of wind generated in the
main body 50, and a port member 52 connected to a distal
end of the blowing pipe 51. The blowing pipe 31 1s formed
of rubber, and i1s deformable. The port member 52 1s a
metallic tubular member. An end of both ends of the port
member 52, which 1s an end opposite to the end connected
to the blowing pipe 51, corresponds to a blowing port 53.
The port member 52 1s fixed to the piston 41. The blowing
port 53 of the port member 52 is directed toward the end of
the pressure bonding roller 4 on the extruder 3 side. The port
member 52, being fixed to the piston 41, moves toward and
away 1rom the drum 2 integrally with the pressure bonding
roller 4. The main body 50 needs only to be able to generate
wind, and the structure thereof 1s not specifically limited.
However, the main body 50 1s preferably configured to be
capable of controlling the temperature of the wind. In
particular, the main body 1s preferably configured to be
capable of controlling the temperature of the wind at a time
point when outgoing from the blowing port 53 of the port
member 52 to a range from 20 to 50° C.

(2) Method of Adhering Strip Rubber S

A method of adhering the strip rubber S to the drum 2 by
using the strip rubber adhering apparatus 1, and molding the
tire component will be described.

First of all, the extruder 3 starts to operate. The drum 2
starts to rotate. The piston 41 moves toward the drum 2, so
that the pressure bonding roller 4 and the port member 52 of
the blowing apparatus 5 moves forward toward the drum 2.
Consequently, the pressure bonding roller 4 comes into the
proximity of the drum 2.

Subsequently, the strip rubber S 1s pushed out from the
extruder 3. The extruded strip rubber S has the shape as
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described above. The surface 34 on the apex portion side of
the strip rubber S faces upward. The extruded strip rubber S
moves forward toward the drum 2 in the horizontal direc-
tion.

When the strip rubber S reaches the drum 2, the strip
rubber S gets caught by the drum 2 in the direction of
rotation of the drum 2. As described above, since the drum
2 rotates upward from below when viewed from the extruder
3 side, the strip rubber S gets caught upward. At this time,
a rotational force of the drum 2 1s transmaitted to the pressure
bonding roller 4, and the pressure bonding roller 4 rotates in
the direction symmetry with the direction of rotation of the
drum 2. The strip rubber S caught between the pressure
bonding roller 4 and the drum 2 1s pressed against the drum
2 by the pressure bonding roller 4. In this manner, the strip
rubber S 1s adhered to the outer peripheral surface of the
drum 2. The surface of the strip rubber S to be pressed 1n
contact with the pressure bonding roller 4 1s the surface 34
on the apex portion side, and the surtface adhered to the outer
peripheral surface of the drum 2 1s the back surtace 35 of the
strip rubber S. The strip rubber S maintains the shape having
the apex portion 33 at the widthwise center of the surface 34
on the apex portion side even after having adhered to the
drum 2.

While the strip rubber S 1s adhered by the pressure
bonding roller 4, wind 1s supplied from the port member 52
of the blowing apparatus 5. The blowing port 53 1s directed
toward the end of the pressure bonding roller 4 on the
extruder 3 side. This portion 1s a portion of the pressure
bonding roller 4 before catching the strip rubber S. There-
fore, the wind 1s directed simultaneously to the portion of the
pressure bonding roller 4 before catching the strip rubber S
and the surface 34 of the strip rubber S on the apex portion
side belore being adhered to the drum 2 by the pressure
bonding roller 4. Therefore, the strip rubber S 1s cooled
betore being adhered to the drum 2 by the pressure bonding
roller 4. The portion to be cooled 1s the surface 34 on the
apex portion side of the strip rubber S. Here, as described
above, the temperature of the wind coming out from the
blowing port 53 is preferably within a range from 20 to 50°
C. An 1njection pressure of the wind from the blowing port
53 needs not to be a pressure as high as being capable of
separating the strip rubber S from the object. For example,
the mjection pressure may be on the order o1 0.1 to 0.5 MPa,
for example.

While the strip rubber S 1s adhered by the pressure
bonding roller 4, the drum 2 moves 1n the direction of axis
thereof. Therefore, the strip rubber S 1s wound around the

drum 2 1n a spiral manner. The strip rubber S 1s wound so as
to avoid formation of a gap in the direction of axis of the
drum 2. As illustrated in FIG. 3, the widthwise both end
portions ol the strip rubber S overlap with each other.
Therefore, a thickness of a rubber layer formed by the strip
rubber S wound therearound 1s widthwise uniform. As a
matter of course, the extruder 3, the pressure bonding roller
4, and the port member 52 of the blowing apparatus 5 may
be moved in the direction of axis of the drum 2 1nstead of the
drum 2. In this case as well, the strip rubber S 1s wound
around the drum 2 in a spiral manner.

When needed, another strip rubber S 1s adhered to the
strip rubber S adhered to the drum 2 on ahead i1n an
overlapped manner.

In the manner described above, when the strip rubber S
having a certain length 1s adhered, the molding of the tire
component 1s terminated.
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The tire component completed 1n this manner 1s combined
with other tire components and vulcanized. Accordingly, the
tire 1s completed.

(3) Advantageous Ellects

In the embodiment described above, when the strip rubber 3
S 1s adhered to the drum 2 by the pressure bonding roller 4,
the strip rubber S 1s cooled 1n the vicinity of the position of

adhesion. Therefore, air 1s prevented from remaining 1n the

completed rubber layer. Specifically, when the strip rubber S
1s adhered to the drum 2 or to the strip rubber S adhered to 10

the drum 2 on ahead when 1t 1s still at a high temperature,
the strip rubber S 1s cooled gradually, and 1s shrunk. Con-
sequently, a level difference 1s generated between the width-
wise end portions of the strip rubber S and the surface to
which the strip rubber S 1s adhered. In addition, the surface 15
34 on the apex portion side of the strip rubber S 1s deformed.
Accordingly, the air 1s embraced 1n the portions having a

level difference or the deformed portions in the case where
the strip rubber S 1s adhered to the widthwise both end
portions of the shrunk strip rubber S, or in the case where the 20
strip rubber S 1s further stacked over the surface 34 on the
apex portion side of the deformed strip rubber S. As a result,

air remains in the iterior of a completed tire component.
However, 11 the strip rubber S 1s 1n a cooled state when being
adhered to the drum 2 by the pressure bonding roller 4, a 25
probability of occurrence of such an event 1s not high.

Cooling of the strip rubber S 1n the vicinity of the position
of adhesion impairs vulcanization of the rubber on the drum
2.

Since the strip rubber S shrinks 1 the vicinity of the 30
position of adhesion to the drum 2, shrinkage of the strip
rubber S after adhesion i1s already advanced. Therelfore,
shrinkage of the tire component after the completion 1s
restrained. Consequently, a probability that the completed
tire component 1s deformed or has a size below standard 18
avoided.

In the embodiment described above, the surface 34 on the
apex portion side of the strip rubber S 1s cooled before being
adhered to the drum 2 by the pressure bonding roller 4.
Therefore, deformation of the strip rubber S at the time of
pressure bonding may be prevented. In particular, collapse
of the apex portion 33 of the strip rubber S 1s prevented and
the widthwise both end portions of the strip rubber S are
maintained to be thinner than the apex portion 33. Therelore,
in the case where the strip rubber S 1s wound 1n a spiral
manner while overlapping the widthwise both end portions 45
one after another, the thickness of the rubber layer formed by
the strip rubber S being wound becomes uniform 1n the
widthwise direction. Since the temperature of the strip
rubber S 1s low at a time point when the pressure bonding,
roller 4 abuts, deterioration of a surface of the pressure 5o
bonding roller 4 by abutment of the strip rubber S at a high
temperature with the pressure bonding roller 4 1s prevented.

However, part of the strip rubber S being cooled 1s only
the surface 34 on the apex portion side, and the back surtace
35 remains at a high temperature. Therefore, even when the
surface to which the strip rubber S 1s adhered 1s 1rregular, the
back surface 35 of the strip rubber S can be deformed so as
to match the irregularity. Consequently, the back surface 35
of the strip rubber S can come 1nto tight contact with the
surface for adhesion, so that air 1s prevented from remaining
on the back surface 35 side of the strip rubber S. In ©Y
particular, 1n the case where a strip rubber S 1s adhered 1n an
overlapped manner to a portion where the strip rubber S 1s
already adhered and hence the surface has an irregular
shape, if the temperature of the back surface 33 of the strip
rubber S 1s high, the back surface 35 can be deformed so as 65
to match the irregularity, so that a profound eflect 1s
expected.

40
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If the temperature of the back surface 35 of the strip
rubber S 1s high, the adhesiveness of the back surface 35 1s
high correspondingly, so that the strip rubber S can be
brought into tight contact with the drum 2 or the strip rubber
S adhered on ahead.

Furthermore, 1n the embodiment descried above, since the
pressure bonding roller 4 1s exposed to the wind supplied
from the blowing apparatus 5 as well, the pressure bonding
roller 4 1s also cooled. Therefore, such an event that the
temperature of the pressure bonding roller 4 1s increased,
and the surface 34 on the apex portion side of the strip rubber
S cannot be cooled may be prevented. Also, the surface of
the pressure bonding roller 4 can hardly deteriorated.

Here, suppose that the temperature of the wind supplied
from the blowing apparatus 5 has a temperature of a range
of 20 to 50° C., the surface 34 on the apex portion side of
the strip rubber S can be cooled adequately. I the tempera-
ture of the wind 1s higher than 50° C. a case where the
surface 34 on the apex portion side of the strip rubber S 1s
not sufliciently cooled may occur. If the temperature of the
wind 1s lower than 20° C., the temperature of the back
surface 35 of the strip rubber S may be lowered.

If the 1injection pressure of the wind from the blowing port
53 15 0.1 to 0.5 MPa, the strip rubber S can be cooled without
problem. Further specifically, if the injection pressure 1s
higher than 0.1 MPa, the surface 34 on the apex portion side
of the strip rubber S can be cooled sufliciently. However, 1f
the 1njection pressure 1s higher than 0.5 MPa, a case where
the back surface 35 of the strip rubber S 1s also cooled may
occur. The strip rubber may be deformed with an 1njection

pressure.
(4) Modification

(4-1) Modification 1 of Arrangement of Port Member 52 of
Blowing Apparatus 5

The position of the strip rubber S exposed to the wind 1s
not limited to the position descried 1n the above-described
embodiment. What 1s essential 1s that the position at a center
of a range exposed to the wind i1s i the vicinity of the
position where the strip rubber S 1s adhered to the drum 2.
The position i1n the vicinity corresponds to a position
between the extruder 3 to the position of adhesion of the
strip rubber S with respect to the drum 2, on the surface of
the drum 2, or on the strip rubber S adhered to the drum 2
within 10° from the position of adhesion of the strip rubber
S with respect to the drum 2 in the direction of rotation of
the drum 2.

FIG. 4 illustrates a modification of the arrangement of the
port member 52. The port member 52 1s provided above a
portion between the cap 30 of the extruder 3 and the pressure
bonding roller 4 in a state of being advanced toward the
drum 2. The blowing port 53 of the port member 52 faces
downward.

If the port member 52 1s arranged 1n this manner, the
surface 34 on the apex portion side of the strip rubber S 1s
exposed to the wind between the cap 30 of the extruder 3 and
the pressure bonding roller 4 1n a state of being advanced
toward the drum 2. Therefore, 1n the same manner as the
case of the embodiment described above, the surface 34 on
the apex portion side of the strip rubber S can be cooled, and
hence the same eflect as that of the above-described embodi-
ment on the basis thereof 1s achieved.

(4-2) Modification 2 of Arrangement of Port Member 52 of
Blowing Apparatus 5

FIG. 5 1llustrates another modification of the arrangement
of the port member 352. The port member 52 1s provided
above the pressure bonding roller 4 1n a state of being
advanced toward the drum 2. The blowing port 33 of the port
member 52 1s directed toward the outer peripheral surface of
the drum 2, on side of the direction of rotation of the drum

2 with respect to the pressure bonding roller 4 1n a state of
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being advanced toward the drum 2. The center position to
which the wind from the blowing port 53 on the outer
peripheral surface of the drum 2 1s within 10° from the
position where the strip rubber S 1s pressure bonded by the
pressure bonding roller 4 in the direction of rotation of the
drum 2.

If the port member 32 1s arranged in this manner, the
surface 34 of the strip rubber S on the apex portion side 1s
exposed to the wind after being pressure bonded to the drum
2. Theretore, the strip rubber S 1s cooled and hence shrunk
immediately after the pressure bonding on the drum 2.
Therefore, there 1s no probability of acceleration of vulca-
nization of the strip rubber S on the drum 2. Shrinking of the
rubber layer after the completion of the rubber layer may
also be restrained. Furthermore, since the strip rubber S 1s
adhered 1n the state of high temperature, even when the
surface to which the strip rubber S 1s adhered 1s 1rregular, the
back surface 35 of strip rubber S can be deformed so as to
match the irregulanty on the surface of adhesion.

(4-3) Modification of Position of Adhesion of Strip Rubber
S

FIG. 6 1llustrates a modification of the position of adhe-
sion of the strip rubber S. In this modification, the extruder
3 the pressure bonding roller 4, and the blowing apparatus
5 are provided at a position on the drum 2 on the extruder
3 side and a position opposite thereto with the drum 2
interposed between. Adhesion of the strip rubber S of the
above-described embodiment 1s performed on both sides of
the drum 2.

According to the modification, adhesion of the strip
rubber S 1s performed at two positions, adhesion can be
terminated in a short time.

What 1s claimed 1s:

1. A strip rubber adhering method comprising:

extruding strip rubber of a shape having an apex portion
in cross section from an extruder and moving the strip
rubber forward toward a rotating drum;
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pressing a surtace of the strip rubber on the apex side
toward the drum by a rotatable pressure bonding roller,
adhering a surface of the strip rubber on the opposite
side from the apex portion side to the drum, moving
relatively the drum and the extruder with respect to
each other 1in an axial direction of the drum, and
adhering the strip rubber to the drum while winding the
strip rubber 1n a spiral manner; and

exposing the surface of the strip rubber on the apex
portion side to wind supplied from a blowing apparatus
and cooling the surface of the strip rubber on the apex
portion side, wherein the exposing comprises:

exposing the surface of the rubber strip to the wind in the
vicinity of a position of adhesion of the strip rubber to
the drum such that the wind impinges on a range of the
strip before the range 1s brought 1nto contact with the
pressure roller and such that a center of the range
exposed to the wind 1s between the extruder and a
position where the strip rubber 1s pressure bonded by
the pressure bonding roller, and

exposing a portion of the surface of the strip rubber on the
apex portion side before being adhered to the drum and
a portion of the pressure bonding roller before catching
the strip rubber to the wind supplied from the blowing
apparatus simultaneously and cooling the portion of the
surface of the strip rubber on the apex portion side
betore being adhered to the drum and the portion of the
pressure bonding roller before catching the strip rubber
simultaneously, wherein the surface on the opposite
side from the apex portion 1s brought to the adhesion
position at a high temperature which 1s hotter than that
of the cooled apex portion side such that adhesion is
facilitated.

2. The strip rubber adhering method according to claim 1,

35 wherein a temperature of the wind supplied from the blow-

ing apparatus ranges from 20 to 50° C.
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